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TRUMPF has developed 300W fiber laser which can operate from CW to SkHz pulse modulation. The polariza-
tion is random and the beam quality is M*< 1.1. The welding quality of thin stainless steel and the cutting of thin
bronze are quite good. These kinds of characteristics for precise processing are described in this paper.
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Fig. 1 Beam quality M*< 1.1
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Fig.2 Cutting of bronze of 0.3mm thickness

70 T I

80 inless steel (N} |
T essEB Miidsteel (O)
'‘E Emm m Bronze (0,)
E 50 - mmm @ Copper (O,) [
g 40
3
: \
w30 -
£ \
g 20 \ 4
(] L4

10 K L

\ LR ] B 2w
&g
. ~ Saspamag A.
0 0,25 05 0.75 1 1,25 1.5 1.75

Material thickness [rnm]

Fig.3 Cutting speed versus material thickness
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Fig. 4 Welding of stainless steel of 0.1mm thickness
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Fig.5 Welding speed versus welding depth
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Schematic

Fig. 6 Welding sample of thin stainless steel
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